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AN 1 999-3491 79 [30] WPIDS 
DNC C1 999-1 03004 

TI Forming automobile interior components using foamed polyolefin resin. 
DC A1 7 A32 A60 A94 A95 A96 
IN ITO, R; MASUBUCHI, N 

PA (NPPP) JAPAN POLYCHEM CORP; (NPPP) NIPPON POLYCHEM KK 
CYC 26 

PI EP 925895 A1 19990630 (199930)* EN 10p 

R: AL AT BE CH CY DE DK ES FI FR GB GR IE IT LI LT LU LV MC MK NL PT 
RO SE SI 

JP 1 1 1 79752 A 1 9990706 (1 99937) 5p <— 

ADT EP 925895 A1 EP 1 998-1 24452 1 9981 223; JP 1 1 1 79752 A JP 1 997-357097 
19971225 

PRAI JP 1 997-357097 1 9971 225 

AN 1999-349179 [30] WPIDS 

AB EP 925895 A UPAB: 19990802 

NOVELTY - Interior component for an automobile is formed by fully 
injecting a polyolefin resin composition containing a foaming agent into a 
closed mold whose interior surface has been coated with heat insulating 
resin, and allowing the mold to open to provide an expansion coefficient 
of at least 1 .4 

USE - In molding instrument panels and door trim etc. 

ADVANTAGE - Provides a quick economic method of molding items with a 
good external appearance having a high gloss. 

DESCRIPTION OF DRAWING(S) - The figure shows the process 
Mold 1a, 1b 
Mold cavity 2 

Polyolefin resin 3 

Heat insulating resin 4 

Expanded polyolefin resin 5 
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JP07077739B/PN 

AN 1992-133637 [17] WPIDS 

DNC C1 992-062492 

TI Producing foamed polypropylene article of improved appearance - by 

providing pair of male and female moulds, starting supply of polypropylene 
resin melt forming skin and expanding mould. 

DC A17A32 

IN HARA, T; MATSUMOTO, M; MATUBARA, S; USUI, N 
PA (SUMO) SUMITOMO CHEM CO LTD 
CYC 11 

PI EP 481306 A 19920422 (199217)* EN 11p 
R: BE DE ES FR GB IT NL 
CA 2052835 A 1 9920406 (1 99226) 



JP 04144721 
US 5252269 
US 5304579 
JP 07077739 



A 19920519 (199226) 
A 19931012 (199342) 
A 19940419 (199415) 
B2 19950823(199538) 
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EP 481306 B1 19950913(199541) EN 12p 

R: BE DE ES FR GB IT NL 
DE 69112979 E 19951019 (199547) 
ES 2079543 T3 1 99601 16 (199610) 
CA 2052835 C 19990706 (199946) EN 
KR 1 78538 B 1 1 999051 5 (200052) 

ADT EP 481306 A EP 1991-116951 19911004; CA 2052835 A CA 1991-2052835 
19911004; JP 04144721 A JP 1990-269203 19901005; US 5252269 A US 
1991-770924 19911004; US 5304579 A Div ex US 1991-770924 19911004, US 
1993-93684 19930720; JP 07077739 B2 JP 1990-269203 19901005; EP 481306 B1 
EP 1991-116951 19911004; DE 69112979 E DE 1991-612979 19911004, EP 
1991-116951 19911004; ES 2079543 T3 EP 1991-116951 19911004; CA 2052835 C 
CA 1991-2052835 19911004; KR 178538 B1 KR 1991-17475 19911005 

FDT US 5304579 A Div ex US 5252269; JP 07077739 B2 Based on JP 04144721; DE 
69112979 E Based on EP 481306; ES 2079543 T3 Based on EP 481306 

PRAI JP 1990-269203 19901005 

AN 1992-133637 [17] WPIDS 

AB EP 48 1 306 A UPAB: 1 993 1 006 

Foamed polypropylene article is produced using a slidably interengaged 
pair of male and female moulds having a freely set cavity clearance. The 
supply of polypropylene melt contg. a chemical blowing agent is begun 
through a melt conduit in one of the moulds when the cavity clearance is 
1 .0 mm or less following which at least one of the moulds is moved to 
increase the cavity clearance so that the melt pressure in the cavity is 
adjusted to 5-100 kg per cm2. The pressure is maintained until all the 
resin has been supplied to form a skin layer following which the cavity 
clearance is increased to form a foamed core layer and the article 
produced cooled in the mould. 

The supply of resin is begun when the cavity clearance is 0.5 mm or 

less. 

The propylene is a homopolymer of propylene or a copolymer of 
propylene with at least one other monomer. 

USE/ADVANTAGE - Method is used to produce a foamed polypropylene 
article of improved appearance. (0/5) 



A method is provided for producing a foamed article of polypropylene resin 
comprising use of a pair of male and female moulds slidably moved at an 
engaged port with freely set cavity clearance; supplying a polypropylene 
resin melt contg. chemical blowing agent through a resin melt conduit in 
one of the moulds when the clearance is 1 .0 mm or less, moving one of the 
moulds to increase the clearance such that pressure on the melt in the 



0/5 
ABEQ US 



5252269 A UPAB: 19931202 



cavity during supply is 5 to 1 00 kg/cm2, and forming a skin layer by 
applying press, of 5 to 1 00 kg/cm2 onto the resin melt on termination of 
supply. The cavity clearance is further increased to form a foamed core 
layer, and the foamed article is cooled in the moulds. 

ADVANTAGE - Good prod, appearance. 
Dwg.0/5 

ABEQ US 5304579 A UPAB: 19940531 

The foamed article of a polypropylene resin is produced by providing a 
pair of male and female moulds which are slidably moved at an engaged part 
and in which a cavity clearance is set, starting supply of a melt of a 
polypropylene resin contg. a chemical blowing agent through a resin melt 
conduit which is provided in one of the male and female moulds when the 
cavity clearance is 1.0 mm. or less, moving the male and/or female moulds 
to increase the cavity clearance during the supply of the polypropylene 
resin melt so that a pressure on the resin melt in the mould cavity is 
adjusted 5-100 kg/cm2, forming a skin layer by applying a pressure of 
5-100 kg/cm2 on the resin melt as soon as the resin supply is finished, 
further increasing the cavity clearance to form a foamed core layer and 
cooling a foamed article in the moulds. 

ADVANTAGE - Good appearance and good gloss. 
Dwg.0/5 

ABEQ EP 481306 B UPAB: 19951019 

A method for producing a foamed article of a polypropylene resin which 
comprises steps of providing a pair of male and female moulds which are 
slidably movable at an engaged part and in which a cavity clearance can be 
freely set, supplying a melt of a polypropylene resin contg. a chemical 
blowing agent in the moulds increasing the cavity clearance (t) to form a 
foamed core layer, cooling the foamed article in the moulds, the method 
being characterised by the steps of starting supply of a melt of 
polypropylene resin contg. a blowing agent through a resin melt conduit 
which is provided in one of the male or female moulds when the cavity 
clearance is 1 .0 mm. or less, moving at least one of male and female 
moulds to increase the cavity clearance (t) during the supply of the 
polypropylene resin melt (8) so that the pressure on the resin melt in the 
mould cavity is aojusted in a range between 5 kg/cm2 and 100 kg/cm2, 
forming a skin layer at parts of the resin melt which are contacted to the 
inner surfaces of the mould by applying a pressure of from 5 kg/cm2 to 1 00 
kg/cm2 on the resin melt (8) as soon as the resin supply is finished, 
further increasing the cavity clearance (t) so that the inner part of the 
resin melt is blown to form the foamed core layer. 
Dwg.2/5 

JP2001322433/PN 

AN 2002-074640 [1 0] WPIDS 

DNN N2002-055053 DNC C2002-022154 

TI Speaker grille-integrated foamed thermoplastic resin molding for 



automotive interior, e.g. door trim, includes base portion having foamed 

layer, and speaker grille. 
DC A32 A95 P73 Q12 Q13 Q17 
IN FUNAKOSHI, S 

PA (SUMO) SUMITOMO CHEM CO LTD; (FUNA-I) FUNAKOSHI S 
CYC 4 

PI US 2001041245 A1 20011115 (200210)* 14p 

JP 2001322433 A 2001 1 120 (200210) 7p <— 

DE 10122887 A1 20020131 (200216) 
CN 1323713 A 20011128(200219) 

ADT US 2001041245 A1 US 2001-853160 20010511; JP 2001322433 A JP 2000-141318 
20000515; DE 10122887 A1 DE 2001-10122887 20010511; CN 1323713 A CN 
2001-116926 20010514 

PRAI JP 2000-141318 20000515 

AN 2002-074640 [10] WPIDS 

AB US2001041245 A UPAB: 20020213 

NOVELTY - A speaker grille-integrated foamed thermoplastic resin molding 
comprises a base portion (1) and a speaker grille (2). At least the base 
portion has a foamed layer (4) with a density of not more than 0.7 g/cm3 
and an average expansion ratio of the speaker grille is 1-1.3 times. 

DETAILED DESCRIPTION - An INDEPENDENT CLAIM is also included for a 
method for producing the inventive speaker grille-integrated foamed 
thermoplastic resin molding comprising charging a molten thermoplastic 
resin containing a foaming component into a mold cavity defined by the 
female and male mold while causing the female and male mold to form the 
partial contact state by opening hole-forming pin and the slide core. A 
solidified layer is formed in a surface of the molten thermoplastic resin 
charged in the mold cavity. The mold is opened in the molding thickness 
direction so that the mold cavity clearance becomes the thickness of a 
final molding while moving the slide core to maintain the contact state, 
thus forming an unsolidified portion of the molten thermoplastic resin 
charged. A molding is cooled while maintaining the mold cavity clearance 
at the thickness of the final molding. 

USE - For automotive interior, e.g. door trim or instrument panel. 
ADVANTAGE - The molding has an excellent strength, even in its 
speaker portion without impairing the original object of the invention and 
weight reduction. 

DESCRIPTION OF DRAWING(S) - The figure shows the inventive speaker 
grille-integrated foamed thermoplastic resin molding. 
Base portion 1 
Speaker grille 2 
Foamed layer 4 
Dwg.1/12 
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